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COMPLETE SPECIFICATION 
An improved Bag and method of making same 



We, The Metal Box Company Limited, 
a Company incorporated under the laws of 
Great Britain, of The Tangham, Portland 
Place, London, W.l, Engjand, do hereby de- 
5 clare the invention, for which we pray that 
a patent may be granted to us, and die method 
by which it is to be performed, *o be particu- 
larly described in and by the following 
statement: — 

10 This invention relates to a bag made of 
foldable material, such as paper, aluminium 
foil or other suitable material coated on the 
side thereof which faces the interior of the 
bag with a covering of thermoplastic material, 

15 for example, polyethylene, and to a method 
of making the bag. 

The invention is concerned with a collap- 
sible bag made of foldable material the side 
thereof which faces the interior of the bag 

20 being of thermoplastic material and which in 
the collapsed condition thereof has two opposed 
sides connected by gussets extending from 
an open td a closed end of the bag, each said 
gusset consisting of two bag portions infolded 

25 one from each said side to overlie each other 
and to lie between said sides, and it is an 
object of the invention so to construct the 
closed end of the bag that when the bag is 
set-up in the open condition thereof it is of 

30 substantially rectangular cross-section and has 
a bottom substantially at right angles to the 
sides thereof. 

According to the present invention there is 
provided a collapsible bag made of foldable 

35 material having on the side thereof which 
faces the interior of the bag a coating of 
thermoplastic material, for example poly- 
ethylene, and having in the collapsed condi- 
tion thereof two oppposed sides connected by 
[Price 3s. 6d.] 



gussets extending from the open to the dosed 40 
end of the bag, each gusset consisting of two 
bag portions infolded one from each said side 
to overlie each other and to lie between said 
sides, wherein the bag is provided with an 
end seal formed by end portions of the two 45 
sides being heat-sealed one to die other and 
to the coated gusset portions facing the respec- 
tive sides, and by one portion of each gusset 
being secured to one of said side end portions 
through an aperture extending through the 50 
other portion of the gusset, and wherein a 
bottom-denning crease is formed in the bag 
at right-angles to the length thereof to extend 
through both sides of the bag and the gussets, 
and a bottom setting-up seal provided between 55 
said crease and end seal is to be parallel to 
said bottom-defining crease and to seal to- 
gether the opposed bag sides between the 
gussets, to seal the side portions of the gussets 
facing them and to co-operate with sloping 60 
seals securing gusset portions to said sides 
and extending from the vicinity of the oppo- 
site ends of the bottoirwiefrning crease to the 
vicinity of said bottom setting-up seal where- 
by during setting-up of the bag to the open 65 
condition thereof the said gusset portions are 
constrained to overlie the interior of the bag 
bottom thereby to facilitate the formation of 
a substantially rectangular bottom which is 
substantially at right-angles to the sides of 70 
the bag. Creases may be formed in the bag 
adjacent said bottom setting-up seal and slop- 
ing seals to facilitate the setting-up of the 
substantially rectangular bottom of the bag. 
The bag portion which includes said end seal 75 
may be folded about said bottom setting-up 
seal to overlie one of said bag sides and be 
sealed thereto. 
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Further there is provided a method of 
ranking a collapsed bag according to the 
invention which method includes the steps of 
forming in a length of f oldable material hav- 
5 ing on one side a coating of a thermoplastic 
maiwTfllj for example polyethylene, pairs of 
. apertures which are spaced apart lengthwise 
of the. coated paper at positions adjacent to 
the portion thereof which is to be formed 
10 into the closed end of a bag and which are 
spaced apart transversely of the length of the 
material and located in portions thereof which 
are to be unfolded to form gussets, forming 
the punched material into a tube having a 
15 longitudinal sealed seam with the coated side 
of the material on the inside of the tube, 
infolding the tube from opposite sides in 
regions thereof in which said apertures are 
located thereby 'to reshape the tube so -that 
20 it has two opposed side portions connected 
by gussets each consisting of two overlying 
tube portions disposed between the two 
opposed side portions, flattening the reshaped 
tube, and closing the end pardon of die bag 
25 length which includes said apertures by an 
end seal formed by heat-sealing to each other 
the opposed coated end portions of said 
opposed side portions, the coated gusset 
r- portions facing the respective opposed 
30 side portions in the region of the seal, 
and one portion of each gusset to one 
of said opposed side portions through the 
aperture formed in die other portion of the 
gusset, forming in the flattend bag length a 
35 bottomrde&iing crease at right angles to the 
length of the bag length and a bottom setting- 
up seal parallel thereto and disposed between 
it and said end seal, said crease extending 
.. through both said opposed side portions and 
40 the gussets and the bottom setting-up seal 
securing opposed bag side portions between 
the gussets and gusset portions facing die 
sides to the sides, forming in the flattened 
bag length sloping seals which extend from 
45 the vicinity of the opposite ends of the bottom- 
defining crease to the vicinity of die bottom 
setting-up seal and which secure opposed 
gusset portions to each other thereby to pro- 
- vide lines of constraint about which the gussets 
50 can be folded during the setting-up of the 
bag to die open condition thereof, folding 
the bag portion which includes said end seal 
at a position adjacent the bottom-defining seal 
to overlie one of the opposed side portions 
55 and securing said last folded portion to said 
one side portion. 

In order that the invention may be clearly 
understood some embodiments thereof will 
. _ now be described, by way of example, with 
60 reference to the drawings accompanying the 
Provisional Specification and in which: — 

Fig. 1 illustrates pictorially a portion of 
a web from which bags are formed, 
Fig. 2 is a broken view pictorially iliustrat- 
65 ing a bag length before closing of die bottom 



thereof, the bag length in this figure being 
for clarity shown in a partially open condition 
thereof, 

Fig. 3 is a broken view illustrating the bag 
length of Fig. 2 with an end thereof closed 70 
by a heat-sealing process. 

Fig. 4 is a broken view pictorially illustrat- 
ing a completed bag in a partially set-up con- 
dition thereof. 

Fig. 5 is a broken view pictorially illustrat- 75 
ing the bag of Fig. 4 in the set-up condition, 
and 

Fig. 6 is a view similar to that of Fig. 2, 
but illustrates an alternative method of form- 
ing a longitudinal seam in the bag. 80 

deferring to the drawings, bags are made 
from a web 1 of foldable material, for example 
paper which is coated on one side thereof 
with a covering of thermoplastic material 2, 
which thermoplastic material may, for ex- 85 
ample, be polyethylene It is, however, to 
be understood that the base material 1 may 
consist of any suitable material other than 
paper, such for example as aluminium foil, 
one side of which is coated with a covering 90 
of 'thermoplastic material. 

As the web ia advanced through a bag- 
forming machine pairs of apertures 3 are 
punched through the coated web, the pairs 
of apertures, as shown in Fig. 1, being spaced 95 
apart lengthwise of the web and disposed at 
positions adjacent to the portions thereof 
which, as described below, are to be formed 
into the close ends of the bags. The pairs 
of apertures are spaced apart transversely of 100 
the coated web and arranged in portions of 
the coated web which, as described below, 
are to be infolded to form gussets. Hie coated 
web, after punching, is formed into a tube 
having a longitudinal seam formed by over- 105 
lying portions 4> 5, which, in the tube shown 
in Fig. 2, are secured together by heat-sealing 
S or by the use of a suitable adhesive. If 
desired, however, the seam may be formed in 
the manner, illustrated in Fig. 6, in which HO 
figure the coating 2 has an edge portion 6 
which extends beyond the longitudinal edge 
of die web 1 so that the portion 6 can, in 
addition to seal S, be secured to the over- 
lying portion of the tube by a heat-seal SI 115 
formed between the coating portion 6 and the 
coating 2 applied to the overlying portion of 
the tube. 

After forming of the longitudinal the 
tube is engaged by folding elements which, 120 
in known manner, cosset with opposite sides 
of the tube to infold the tube from opposite 
sides thereof in the regions in which the 
apertures 3 are located thereby to reshape the 
tube so that it has two opposite side portions 125 
7, 8 connected by gussets each consisting of 
overlying tube portions 9, 10 disposed between 
the opposed side portions 7, 8. As can be seen 
from Fig, 2, the apertures 3 are now located 
in the gusset portions 10, The reshaped tube 130 
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is then flattened and die bottom of the bag 
length dosed by an end seal IX formed by 
heat sealing to each other the opposed coated 
.aid portions of the opposed sides 7 and 8 as 
S illustrated in Fig. 3. The formation of the 
end seal 11 also secures to the side 8 die 
coated surfaces of the gusset portions 10 and 
the coated surfaces of the gusset portions 9 
- are secured to the side 7, The pressure applied 
10 during the formation of the heat-seal is such 
that the paper or other base material 1 faces 
12 of the gusset portions 9 are pressed through 
the apertures 3 into engagement with the 
heated thermoplastic material on the side 8 so 
15 that the surfaces 12 of the gusset portions 9 
are caused to adhere to the side 8 through 
the apertures 3 in the region of the heat-seal 
After, or if desired before, formation of the 
heat-seal 11, the bag is provided, as shown 

20 in Fig. 3, with a bcttcarwkfrning crease 13 
applied to the bag at right angles to the length 
thereof, a bottom setting-up seal 14 parallel 
to die crease 13 and disposed between the 
crease 13 and the end seal 11, and two" sloping 

25 heat-seals 15 which extend one from about 
each of the opposite ends of the crease 13 
towards and to, or substantially to, the seal 
14. The heat-seal 14 secures together the 
sides 7 9 8 between the gussets and also secures 

30 the gusset portions 9, 10 to the sides 7, 8. 
The crease 13 is so formed that it is impressed 
on the bag length <o extend through both 
sides 7, 8 and each of the gusset portions 9, 
10. The heat-seals 15 join the gusset portions 

35 9, 10 respectively to the sides 7, 8 so that 
when the bag is set-up, as shown in Fig. 5, 
the gusset portions 18 which are sealed to the 
sides 7, 8 are constrained by the seals to be 
folded inwards to overly the rectangular 

40 bottom of the bag. If desired, to facilitate 
the inward folding of the gusset portions 18, 
creases 14a, 15a may be provided, the creases 
14a, 15a also extending through both sides 
7, 8 and each of the gusset portions 9, 10. 

45 After formation of the crease 13, and if 
included the creases 14a, 15a, and the forma- 
tion of the heat-seals 11, 14 and 15, and after 
the bag length is severed from the web* the 
end portion 16 of the bag which extends be- 

50 tween the end 17, Fig. 3, and the seal 14 is 
folded about the crease 14a to overlie the 
side 7 as illustrated in Fig. 4, and the over- 
lying portion 16 is secured by any suitable 
adhesive to the side 7. If desired, the end 

35 portion of the bag may be so formed that in 
addition to the over-folded portion 16 being 
adhesively secured to the side 7, it may also 
be secured by a heat-seal formed between the 
overlying portions, such heat-seal being 

60 formed in a manner similar to that described 
above, with reference to Fig. 6, by providing 
for an extension of die material 12 to overlie 
the paper exterior of the bag and be sealed 
thereto. 

65 When the bag shown in Fig. 4 is in the 



set-up open condition thereof, it has the form 
shown in Fig. 5 and is of substantially rect- 
angular cross-section throughout its length 
and has a bottom which is substantially at 
right angles of the length of the bag. During 70 
the setting-up of the bag the bottom-defining 
crease 13 folds about the lines 13a, 13&, 13$, 
13i> Fig. 5, the lines 13b and 13d being those 
portions of crease 13 which were impressed 
into the gusset portions 9 and 10. The stop- 75 
ing seals 15, and if provided the creases 15o> 
constrain the portions 18 of the gussets to 
overlie the interior of the bottom of the bag 
and permit the gusset portions 9 and 10 on 
theopppsite sides of the bag to open out fully 80 
along the full length of the bag as illustrated 
in Fig. 5. 

If desired, the crease 13 may be made in 
the material before folding thereof to form 
the tube, and when creases 15a are provided 85 
these also may be made before folding the 
material to form the tube. Further, the crease 
14a, when provided, may be either formed 
before folding of the material or by the opera- 
tion of folding the portion 16 to overlie the 90 
side 7 of the bag. 
WHAT WE CLAIM IS:— 
1. A collapsible bag made of foldable 
material having on the side thereof which 
faces the interior of the bag a coating of 95 
thermoplastic material, for example poly- 
ethylene, and having in die collapsed condi- 
tion thereof two opposed sides connected by 
gussets extending from the open to the closed 
end of the bag, each gusset consisting of two 100 
bag portions infolded one from each; said side 
to overlie each other and to lie between said 
sides* wherein the closed end of the bag is 
P^vided with an end seal formed by end 
portions of the two sides being heat-sealed one iqs 
to the other and to the coated gusset portions 
facing the respective sides, and by one por- 
tion of each gusset being secured to one of 
said side end portions through an aperture 
extend through the other portion of the 110 
gnsset, and wherein a bottom-denning crease 
is formed in the bag at right-angles to the 
tengrh thereof to extend through both sides 
of the bag and the gussets, and a bottom 
settmg-up seal is provided between said crease 115 
and end seal to be paarallel to said bottom- 
defining crease and to seal together the 
opposed bag sides between the gussets, to seal 
the side portions of the gussets racing them 
and to co-operate with sloping seals securing 120 
gusset portions to said sides and extending 
from the vicinity of the opposite ends of the 
bottom-defining crease to the vicinty of said 
bottom setting-up seal whereby during setting- 
up of the bag to open condition thereof the 125 
raid gusset portions are constrained to overlie 
the interior of the bag bottom thereby to 
facflrtata the formation of a substantially rect- 
angular bottom which is substantiallly at riirht- 
angjes to the sides of the bag. 130 
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2. A bag according to claim 1, wherein 
creases are formed in the bag adjacent said 
bottom setting-up seal and sloping seals to 
facilitate the setting-up of the substantially 

5 rectangular bottom of the bag. 

3. A bag according to claim 1 or claim 2, 
wherein the bag portion which includes said 
end seal is folded about said bottom setting- 
up seal to provide one of said bag sides and 

10 is sealed thereto. 

4. A method of making a collapsed bag 
according to claim 1, which mdodes the steps 
of forming in a length of foldable material 
having on one side a coating of thermoplastic 

15 material, for example polyethylene, pairs of 
apertures which are spaced apart lengthwise 
of the .material at positions adjacent to the 
portion thereof which is to be formed into 
the closed end of a bag and which are spaced 

20 apart transversely cf the length of the material 
and located in portions thereof which are to 
be Molded to form gussets, forming the 
punched material into a tube having a longi- 
tudinal sealed seam with the coated side of 

25 the material on the inside of the tube, infold- 
ing the tube from opposite sides in regions 
(thereof in which said apertures are located 
thereby to reshape the tube so that it has 
two opposed side portions connected by 

30 gussets each consisting of two overlying tube 
portions disposed between the two opposed 
side portions, flattening the reshaped tube, 
closing the end portion of the bag length 
which includes said apertures by an end-seal 
35 formed by heat-sealing to each other the 
opposed coated end portions of said opposed 
side portions, the coated gusset portions facing 
the respective opposed side portions in the 
region of the seal, and one portion of each 

40 gusset to one of said opposed side portions, 
through the aperture formed in the other por- 



tion of the gusset, forming in the flattend bag 
length a bouom-defining crease at right angles 
to the length of the bag length and a bottom 
setting-up seal parallel thereto and disposed 
between it and said end seal, said crease ex- 
tending through both said opposed side 
portions and the gussets and the bottom 
setting-up seal securing opposed bag side por- 
tions between the gussets and gusset portions 
facing the sides to the sides, forming in the 
flattened bag length sloping seals which ex- 
tend from the vicinity of the opposite ends 
of the bottom-defining crease to the vicinity 
of the bottom setting-up seal and which secure 
opposed gusset portions to each other thereby 
to provide lines of constraint about which the 
gussets can be folded during the setting-up 
of the bag to open condition thereof, folding 
the bag portion which includes said end seal 
at a position adjacent the bottom-defining seal 
to overlie one of the opposed side portions, 
and securing said last folded portion to said 
one side portion. 

5. A collapsible bag constructed and 
arranged for use substantially as herein de- 
scribed with reference to Figs. 1 to 5, or 
modified as described with reference to Fig. 
6, of the drawings accompanying the Pro- 
visional Specification. 

6. A method of making a bag according 
to claim 1, substantially as herein described 
with reference to Figs. 1 to 5, or modified 
substantially as described with reference to 
Fig. 6, of the drawings accompanying the 
Provisional Specification. 
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PROVISIONAL SPECIFICATION 
An improved Bag and method of making same 



We, Thb Metal Box Company Limited, 
a Company incorporated under the laws of 
Great Britain, of The Iflngham, Portland 

80 Place, London, W.l, England, do hereby de- 
clare this invention to be described in the 
following statement:— 

This invention relates to a bag made of 
paper coated on the side thereof which faces 

85 the interior of the bag with a covering of 
thermoplastic material, for example poly- 
ethylene, and to a method of making the bag. 

It is a main object of the invention to pro- 
vide with an improved form of closed end 

90 a collapsible bag made of paper coated on the 
side thereof which faces the interior of the 
bag with a covering of mermoplastic material 
and which in the collapsed condition thereof 
has two opposed sides connected by gussets 

95 extending from the open to the closed end 
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of die bag, each said gusset consisting of two 
bag portions infolded one from each said side 
to overlie each other and to lie between said 
sides. It is a further object of the invention 
so to construct the closed end of the bag that 100 
when the bag is set-up in the open condition 
thereof in is of substantially rectangular cross- 
section and has a bottom substantially at right 
angles to the sides thereof. 

According to the present invention there is 103 
provided a collapsible bag made of paper 
coated on the side thereof which faces the 
interior of the bag with a covering of thermo- 
plastic material, for example polyethylene, and 
having in the collapsed condition thereof two 115 
opposed sides connected by gussets extending 
from the open to the closed end of the bag, 
each gusset consisting of two bag portions 
infolded one from each said side to overlie 
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each other and to lie between said sides, 
wherein the bag is provided with an end seal 
formed by end portions of the two sides being 
heat-sealed one to the other and to the coated 
5 gusset portions facing the respective sides, 
and by one portion of each gusset being 
secured to one of said side end portions 
through an aperture extending through the 
other portion, of the gusset. 

10 A bottom-defining crease may be formed 
in the bag at right-angles to the length there- 
of to extend through both sides of the bag 
and the gussets, and a bottom setting-up seal 
provided between said crease and end seal to 
15 be parallel to said botton>defining crease and 
to seal together the opposed bag sides between 
the gussets, to seal the side portions of the 
gussets facing them and to co-operate with 
sloping seals securing gusset portions to said 

20 sides and extending from the vicinity of the 
opposite ends of the bottom-defining crease 
to die vicinity of said bottom setting-up seal 
whereby during setting-up of the bag to the 
open condition thereof the said gusset pox- 

25 tions are constrained to overlie the interior 
of the bag bottom thereby to facilitate the 
formation of a substantially rectangular bottom 
which is substantially at right-angles to the 
sides of the bag. Creases may be formed 

30 in the bag adjacent said bottom setting-up seal 
and sloping seals to facilitate the setting-up 
of the substantially rectangular bottom ot the 
bag. The bag portion which includes said 
end seal may be folded about said bottom 

35 setting-up seal to overlie one of said bag sides 
and be sealed thereto. 

Further there is provided a method of mak- 
ing a collapsed bag according to the invention 
which method includes the steps of forming 

40 in a length of paper coated on one side wim 
a covering of thermoplastic material, for 
example polyethylene, pairs of apertures which 
are spaced apart lengthwise of the coated 
paper at positions adjacent to the portion 

45 thereof which is to be formed into die closed 
end of a bag and which are spaced apart 
transversely of die length of the coated paper 
and located in portions thereof which are to 
be infolded to form gussets, forming the 

50 punched coated paper into a tube having a 
longitudinal sealed seam wim the coated side 
of die paper on die inside of the tube, infold" 
ing the tube from opposite sides in regions 
thereof in which said apertures are located 

55 thereby to reshape die tube so that it has two 
opposed side portions connected by gussets 
each consisting of two overlying tube portions 
disposed between die two opposed side por- 
tions, flattening the reshaped tube, and closing 

60 the end portion of the bag length which in- 
cludes said apertures by an end seal formed 
by heat-sealing to each other die opposed 
coated end portions of said opposed side por- 
tions, the coated gusset portions facing die 

65 respective opposed side portions in the region 



of the seal, and one portion of each gusset 
to one of said opposed side portions through 
the aperture formed in the other portion of 
the gusset. 

A flattened bag length may be prepared to 70 
form a bag which, when opened, is of substan- 
tially rectangular cross-section with a bottom 
substantially at right angles to the sides there- 
of by forming in the flattened bag length a 
bottom-defining crease at right angles to the 75 
length of the bag length and a bottom setting- 
up seal parallel thereto and disposed between 
it and said end seal, said crease extending 
through bom said opposed side portions and 
the gussets and die bottom setting-up seal 80 
securing opposed bag side portions between 
die gussets and gusset portions facing the 
sides to the sides, forming in the flattened bag 
length sloping seals which extend from die 
vicinity of the opposite ends of the bottom- g5 
denning crease to die vicinity of the bottom 
setting-up seal and which secure opposed 
gusset portions to each other thereby to pro- 
vide lines of constraint about which the 
gussets can be folded during the setting-up 90 
of the bag to the open condition thereof, and 
by folding the bag portion which includes 
said end seal adjacent the bottom-defining 
seal to overlie one of the opposed side por- 
tions and be secured to said one side portion. 95 

In order that die invention may be clearly 
understood some embodiments thereof will 
now be described, by way of example, with 
reference to the accompanying drawings in 
which: — jo0 

Fig. 1 illustrates pictorially a portion of a 
web from which bags are formed, 

Pig. 2 is a broken view pictorially illustrat- 
ing a bag length before closing of the bottom 
thereof; the bag length in this figure being iqs 
for clarity shown in a partially open condition 
thereof, 

Fig. 3 is a broken view illustrating the bag 
length of Fig. 2 with an end thereof dosed 
by a heat-sealing process, jio 

Fig. 4 is a broken view pictorially illustrat- 
ing a completed bag in a partially set-up con- 
dition thereof, 

Fig. 5 is a broken view pictorially illustrat- 
ing the bag of Fig. 4 in the set-up condition, 115 
and 

Fig. 6 is a view similar to that of Fig. 2, 
but illustrating an alternative method of form- 
ing a longitudinal gpg>m hi the bag. 

Referring to the drawings, bags are made 120 
from a web 1 of part which is coated on 
one side thereof with a covering of thermo- 
plastic material 2, which material may, for 
example, be polyethylene. As the web is 
advanced through a bag-fonrting marking pairs 125 
of apertures 3 are punched through die corned 
web, the pahs of apertures, as shown in Fig. 
1, being spaced apart lengthwise of the web 
and disposed at positions adjacent to die por- 
tions thereof which, as described below, are 130 
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to be fanned into the dosed ends of the bags. 
'I tic pairs of apertures are spaced apart trans- 
versely of the coated web and arranged in 
portions ok trie coated web which, as described 

5 below, are to be Molded to form gussets. Tiie 
coated web, after punching, is formea into a 
tube having a longitudinal seam formed by 
overlying portions 4> 5, which, in the tube 
shown in Fig. 2, are secured together by 

10 heat-sealing S or by the use cf a suitable 
adhesive, if desired, however, the seam may 
be farmed in the manner illustrated in Fig. 

6, in which figure the coating 2 has an edge 
portion 6 which extends beyond the longi- 

15 tudinal edge of the web 1 so that the portion 
6 can, in addition to seal S, be secured to 
the overlying portion of the tube by a heat- 
seal Si formed between the coating portion 
6 and the coating 2 applied to the overlying 

20 portion of the tube. 

After forming of the longitudinal seam the 
tube is engaged by folding elements which, 
in known manner, co-act with opposite sides 
of the tube to infold the tube from opposite 
25 sides thereof in the regions in which the 
apertures 3 are located thereby to reshape the 
tube so that it has two opposed side portions 

7, 8 connected by gussets each consisting of 
overlying tube portions 9, 10 disposed be- 

30 tween the opposed side portions 7, 8. As can 
be seen from Fig. 2> the apertures 3 are now 
located in the gusset portions 10. The re- 
shaped tube is then flattened and if it is not 
desired that in »the set-up condition of the 

35 bag, the bag shall be of substantially rect- 
angular cross-section throughout its length, 
the bottom of the bag length is closed by an 
end seal 11 formed by heat-sealing to each 
ether the opposed coated end portions of the 

40 opposed sides 7 and 8- as illustrated in Fig. 
3. The formation of the end seal 11 also 
secures to the side 8 the coated surfaces cf the 
gusset portions 10 and the coated surfaces of 
the gusset portions 9 are secured to the side 

45 7. The pressure applied during the formation 
cf the heat-seal is such that the paper faces 
12 of the gusset portions 9 are pressed through 
the apertures 3 into engagement with the 
heated thermoplastic material on the side 8 

50 so that the surfaces 12 cf the gusset portions 
9 are caused to adhere to the side 8 through 
the apertures 3 in the region of the heat-seaL 
After formation of the closed end cf the bag 
the bag length is severed from the web. 

55 If it is desired that the bag in the set-up 
cpen condition thereof be of substantially rect- 
angular crcss-secticn throughout the length of 
4he bag, the bag is provided, before or after 
formation of the heat-seal 11, as shown in 

60 Fig. 3, with a bcttomrdefming crease 13 
applied to the bag at right angles of the length 
thereof, a bottom setting-up seal 14 parallel 



to the crease 13 and disposed between the 
crease 13 and the end s^al 11, and two sloping 
heat-seals 15 which extend one from about 65 
each of the opposite ends of the crease 13 
towards and to, or substantially to, the crease 
14. The heat-seal 14 secures together the sides 
7, 8 between the gussets and also secures the 
gusset portions 9, 10 to the sides 7, 8. The 70 
crease 13 is so formed that it is impressed on 
the bag length to extend through both sides 
7, 8 and each of the gusset portions 9, 10. 
Trie heat-seals 15 join the gusset portions 9, 
10 respectively to the sides 7, 8 so that when 75 
the bag is set-up, as shown in Fig. 5, the 
gusset portions 18 which are sealed to the 
sides 7, 8 are constrained by the seals to be 
folded inwards to overlie the rectangular 
bottom of the bag. If desired, to facilitate 80 
the inward folding of the gusset portions 18, 
creases, 14a, 15a may he provided, the creases 
14a, 15a also extending through both sides 7, 
8 and each of the gusset portions 9, 10. 

After formation cf the crease 13, and if 85 
included the creases 14a, 15a, and the forma- 
tion of the heat-seals 11, 14 and 15, the end 
portion 16 cf the bag which extends "be- 
tween the end 17, Fig. 3, and the crease 14 
is folded about the crease 14 to overlie the 90 
side 7 as illustrated in Fig. 4> and the over- 
lying portion 16 is secured by any suitable 
adhesive to the side 7. If desired, the end 
portion 16 of the bag may be so formed that 
in addition to the ever-folded portion 16 being 95 
adhesively secured to th; side 7, it may also 
be secured by a heat-seal formed between the 
overlying portions, such heat-seal being formed 
in a manner similar to that described above, 
with reference to Fig. 6, by providing for an 100 
extension of the material 12 to overlie the 
paper exterior of the bag and be sealed thereto. 

When the bag shown in Fig. 4 is in the 
set-up open condition thereof, it has the form 
shown in Fig. 5 and is of substantially rect- 105 
angular cross-section throughout its length and 
has a bottom which is substantially at right 
angles of the length of the bag. During the 
setting-up of the bag the bottom-denriing 
crease 13 folds about the lines 13a, 13b, 13c, 110 
13d, Fig. 5, the lines 13b and 13d being those 
coitions of crease 13 which were impressed 
into the gusset portions 9 and 10. The sloping 
seals 15, and if provided the creases 15a, con- 
strain the portions 18 of the gussets to overlie 115 
the interior of the bottom of the bag and 
psnnk the gusset portions 9 and 10 on the 
opposite sides of the bag to open out fully 
alon£ the full length of the bag as illustrated 
in Fig. 5. 120 

If desired, the crease 13 may be made in 
the material before folding thereof to form 
the tube, and when creases 15a are provided 
these also may be made before folding the 
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material to form the tube. Further, the crease PAGE, WHITE & FARRER, 

14a, when provided, may be either formed Chartered Patent Agents, 

before the folding of the material or by opera- 27, Chancery Lane, 

non of folding die portion 16 to overlie the London, W.C2, 

side 7 of the bag. Age^ for ^ Applicants. 

^amington Spa: Mated for Her Majesty's Stationery Office, by the Courier Press.— 1959. 
Published by The Patent Office, 25, Southampton BxnTdings, London, W.C2, from which 

copies may be obtained. 
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